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(54) Printing member provided with identification means and method for embedding said means 
in said member 



(57) A printing member (1) such as a printing cylin- 
der, for example an at least partly metal cylinder, or a 
sleeve to be mounted on a mandrel rotating about its 
axis, said printing member (1) comprising a body (2) 



having a thickness (7). With said member (1) there are 
associated identification means (10) connectable to re- 
cording means (16) arranged to store data related to at 
least one characteristic of said member (1 ) or to the use 
of this latter 
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Description 

[0001] The present invention relates to a printing 
member and to a method in accordance with the intro- 
duction to the corresponding independent claims. 5 
[0002] The term "printing member" as used in the 
present document means any member for directly or in- 
directly transferring information onto a miscellaneous 
support by flexographic, copper-plate or offset printing. 
Consequently said term comprises any one of the fol- 
lowing elements: a printing cylinder in general such as 
a steel cylinder, a steel cylinder with chromium plated 
surface, a steel cylinder with rubber cladding, an alu- 
minium cylinder with anodised or non-anodized surface; 
a printing sleeve to be mounted, in known manner such 
as by deformation with compressed air or by other 
means, on a mandrel (possibly of radially deformable 
type) rotating about its longitudinal axis, said sleeve be- 
ing of composite material such as glass fibre, aramid 
fibre, carbon fibre or combinations of these fibres, said 
sleeve of fibre or composite material being clad with a 
polyurethane or rubber layer or presenting a chromium 
plated covering surface, or being clad with polyester or 
epoxy resin; a nickel sleeve unclad, or clad with rubber 
or polyurethane. Said printing member can present print 
characters or images on its outer surface (characters or 
images which may be directly formed on it or provided 
on plates or blocks fixed to said surface in any known 
manner) to consequently enable direct printing of said 
characters or images on a suitable support in a flexo- 
graphic or copper-plate printing machine; alternatively 
said printing member can be used as a roller in an in- 
termediate roller group of a flexographic, rotogravure, 
combining, spreading or offset machine to transfer ink 
in known manner onto a cylinder provided with said print 
characters (or images), said roller hence enabling said 
characters or images to be indirectly printed on a suita- 
ble support or substrate. 

[0003] More in particular, as stated, a printing sleeve 
that is generally cylindrical in shape can be mounted on- 
to a rotatable printing cylinder of a printing machine for 
printing images (or characters) onto the substrate. Most 
commercial printing machines have numerous printing 
cylinders and thus require numerous printing sleeves. 
[0004] A variety of mechanisms can be used to mount 
the printing sleeve onto the printing cylinder. For in- 
stance, "air-mounting" is one common way of mounting 
a printing sleeve. Air-mounting generally refers to the 
placement of a printing sleeve onto a printing cylinder 
by supplying pressurized air between the sleeve and the 
cylinder. Typically, the printing sleeve has an inner sur- 
face diameter that is slightly smaller than the outer sur- 
face diameter of the printing cylinder. The difference in 
these diameters is a dimension known as the "interfer- 
ence fit". Thus, by applying pressurized air, the diameter 
of at least the inner surface of the printing sleeve can 
be slightly expanded so that the sleeve can be mounted 
onto and/or removed from a printing cylinder. Maintain- 



ing the integrity of the interference fit is crucial to avoid 
slippage of the sleeve and resulting smearing or other 
unacceptable degradation of the image that is printed 
by the sleeve. 

[0005] In some instances, an air-mountable printing 
sleeve can be formed from multiple concentric layers. 
In particular, most printing jobs involve an "image re- 
peat", which is the circumferential length of the image 
that is to be printed one or more times on a substrate. 
The circumference of a printing sleeve must be large 
enough to contain one or more image repeats. Moreo- 
ver, different printing jobs may involve image repeats 
that differ in size, and consequently, different printing 
jobs may require printing sleeve repeats that also differ 
in size. For instance, a larger sleeve repeat size requires 
a printing sleeve with a larger circumferences or outer 
diameter for the same printing cylinder diameter. 
[0006] To perform a job that requires a larger sleeve 
repeat size, the outer surface diameter of the printing 
sleeve must be large enough to yield the larger sleeve 
repeat size. Thus, printing sleeves resulting from multi- 
ple layers that increase the radial thickness of the sleeve 
are generally used to provide the necessary radial thick- 
ness. Specifically, the multi-layer printing sleeve has the 
effect of increasing the outer diameter of the sleeve to 
provide a larger repeat size so that the sleeve can be 
mounted on a smaller diameter printing cylinder that is 
already available in inventory. The thicker the sleeves 
then the greater the inertial mass of the rotating sleeve 
and the greater the danger of slippage if the interference 
fit should become compromised during the life of the 
sleeve. 

[0007] In printing it has always been a problem for the 
user to associate with each printing member information 
aimed at defining the physical characteristics (for exam- 
ple type, dimensions, characteristics of its constituent 
material or materials or of those of each cladding layer 
presented) or related to a previous use and such, for 
example, as to enable definition of a probable life span 
or of the need to subject said member to a mechanical 
operation (for example grinding) which would prolong 
its useful life. In general, this information (particularly if 
related to the physical characteristics of the printing 
member) is provided on labels or punchings which are 
separated from said member immediately prior to its in- 
itial use or which become illegible after a few uses. 
[0008] For example, one type of multi-layered sleeve 
that is currently used in the art includes an innermost 
core layer that is formed from wound fiberglass coated 
with epoxy resin. After a first run of fiberglass tape coat- 
ed with epoxy resin has been wound around a cylindri- 
cal^ shaped forming mandrel, a paper label having a 
thickness that is both uniform throughout the label and 
less than one millimeter is laid on this first run and cov- 
ered with a second run of fiberglass tape coated with 
epoxy resin . Such label is provided with information con- 
cern ing the ultimate sleeve that is to be formed. So typ- 
ically, the innermost core layer would not be formed until 
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it was known what type of sleeve was going to be built, 
so that the label could be created with the proper infor- 
mation and then embedded into the sleeve. 
[0009] Subsequent runs of fiberglass tape coated with 
epoxy resin are successively wound around the length 5 
of the innermost core layer until the desired radial thick- 
ness of the innermost core layer has been attained for 
further processing. This desired radial thickness of this 
precursor stage of the innermost core layer will be larger 
than the ultimate desired radial thickness of the inner- 
most core layer. In the further process of forming this 
innermost core, heat treatments that subject the inner- 
most core layer to temperatures of about 90°C for about 
two hours are required. Thereafter, the innermost core 
layer of this multi-layered sleeve must undergo mechan- 
ical grinding and polishing to prepare it for the applica- 
tion of one of the subsequent additional layers that will 
compose the final multi-layered sleeve. The addition of 
these subsequent layers typically will also involve heat 
treatments and mechanical operations of grinding and 
polishing. Such treatments and operations can subject 
the sleeve to various expansions, compressions and 
twisting contortions. 

[0010] In addition to the innermost core layer, the prior 
art multi-layered sleeve also can contain one or more 
layers that add thickness to the sleeve. To form these 
additional layers, materials such as rigid polyurethane 
foam or other forms of polyurethane (e.g., ISA-PUR 
2330 and ISA-PUR 2340 which are sold by H.B. Fuller 
Austria, NOMEX® which is sold by DUPONT, and hon- 
eycomb structures) are utilized by the prior art sleeve. 
The thickness of such additional layers can vary de- 
pending on the particular image repeat utilized. In addi- 
tion, other outer layers are also sometimes disposed on 
the outer surface of these layers, thereby further in- 
creasing the inertial mass of the sleeve and placing 
more importance on maintaining the interference fit of 
the sleeve. 

[0011] Gravure and flexographic printing machines 
can produce images that have multiple different colors. 
In mounting each printing sleeve on its mandrel of the 
printing machine for such multi-color printing jobs, it is 
important that each printing sleeve be mounted in reg- 
istry with each other printing sleeve so that the final 
printed image with all of the colors does not have one 
colored portion of the image bleeding into another color- 
ed portion of the image. Registration of each printing 
sleeve must be achieved not only circumferentially but 
also axially (side-to-side on the mandrel). In a conven- 
tional printing sleeve that carries a printing plate for use 
in creating an image on a conventional flexographic 
printing machine or in a conventional printing sleeve that 
is etched with an image for use in a gravure printing ma- 
chine, the printing sleeve has a notch in the sleeve. The 
mandrel has a pin, and the printing sleeve is mounted 
on the mandrel with the pin surrounded by the notch in 
the printing sleeve. Registration of each printing sleeve 
is thus achieved by locating the sleeve's notch relative 



to the mandrel's pin. The printing machine has an en- 
coder on the servo-drive that indexes each mandrel so 
that the pin on mandrel points straight up at the 12 
o'clock position at the beginning of each printing run of 
the machine. This is how the registration of the multi- 
color images is effected with conventional printing 
sleeves and printing machines. 
[0012] However, as the sleeve is reused, the notch 
becomes wallowed out and cannot be reliably located 
relative to the pin on the mandrel. Indeed, the pin of 
mandrel can be broken off with careless handling of the 
sleeves. Each of these conditions of sleeve wear and 
pin damage renders the conventional manner of regis- 
tration of the printing sleeve unacceptably inaccurate. 
Users of the printing sleeve must rely on less efficient 
methods for achieving the same registration of the 
sleeve on the mandrel of the printing machine. These 
less efficient methods can involve wastage of the under- 
lying printing substrate during manual efforts to achieve 
the desired registration of the multiple color job on the 
substrate. 

[0013] There is therefore a need to provide a printing 
member, of which the information or data relevant to its 
use are always accessible to the user even after innu- 
merable uses. 

[0014] An object of the invention is therefore to pro- 
vide an improved printing member. 
[0015] Another object is to provide a printing member 
of the stated type which enables easy reading of these 
data or information even after numerous years of use. 
[0016] Af urther object is to provide a printing member 
of the stated type which also enables updating of the 
data relevant to its use, said updating allowing subse- 
quent reading of all information concerning the previ- 
ously used data regarding said member, of all informa- 
tion relative to mechanical operations which may have 
been carried out on said member (for example surface 
grinding), of all information relative to the wear of said 
member, and of all other information necessary and use- 
ful in understanding its reliability and its possible life for 
further use. 

[001 7] A further object is to provide a method for ob- 
taining the above cited printing member. 
[001 8] In particular, an object of the invention is to pro- 
vide said method which is reliable and which can be car- 
ried out with the knowledge and means which do not 
negatively affect the manufacturing time and cost of said 
printing member. 

[0019] Another object is to provide a method which 
enables effecting the desired registration of said mem- 
ber on a printing machine for producing multi-color on 
the substrate that is being printed. 
[0020] These and further objects which will be appar- 
ent to the expert of the art are attained by a printing 
member and a method in accordance with the accom- 
panying claims. 

[0021] In particular, a printing sleeve of the present 
invention contains identification means such as, forex- 
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ample, an RF transponder that includes an RFID chip 
that is embedded in a layer of the sleeve that is com- 
posed of a generally rigid and relatively expandable ma- 
terial. The invention also relates to a method of making 
said printing sleeves for use in flexographic or gravure 
printing applications. 

[0022] In general, the printing sleeve can include a 
thin-walled sleeve that can stand alone or be used to 
form the innermost core layer of a multi-layer sleeve. In 
some embodiments, the thin-walled sleeve or innermost 
core layer of the printing sleeve desirably can be formed 
of an expandable, high rigidity material such as aramid 
fiber bonded with epoxy resin or polyester resin; rein- 
forced polymeric material such as hardened glass fiber 
bonded with epoxy resin or polyester resin or similar 
known materials. 

[0023] In accordance with the present invention, a 
thin-walled sleeve that is formed by winding successive 
runs of fiberglass tape that has been coated with epoxy 
resin and wound around a forming mandrel is provided 
with identification means, such as an RF transponder. 
A first run of fiberglass tape that has been coated with 
epoxy resin is helically wound around the length of a 
cylindrically shaped, rigid forming mandrel. An RF trans- 
ponder is then placed on the outer surface of this first 
layer. Then, in accordance with the process of the 
present invention, a second layer of resin-coated fiber- 
glass tape is wound around and covers the first layer of 
resin-coated fiberglass tape and around the transpond- 
er that is disposed on top of the first layer of resin-coated 
fiberglass tape. The transponder is thus disposed be- 
neath at least a second layer of resin-imbued fiberglass 
tape that forms a thin-walled sleeve (and/or the inner- 
most core of a sleeve) made in accordance with the 
present invention with but two runs of fiberglass tape. 
However, additional layers of resin-coated fiberglass 
tape desirably may be added on top of the second run 
until the desired thickness of resin-coated fiberglass has 
been attained for the particular sleeve that is desired. 
[0024] In accordance with a further aspect of the 
present invention, the identification means or trans- 
ponder in the thin-walled sleeve provides the possibility 
of an improved method of effecting the desired registra- 
tion of the sleeves on a gravure or flexographic printing 
machine for producing multi-color images on the sub- 
strate that is being printed. This improved method is ac- 
complished by providing the printing machine with de- 
tection means, such as a positioning scanner and de- 
sirably a positioning scanner at each printing station. 
The positioning scanner (or similar detection means) is 
electronically connected to the controller of the printing 
machine. The positioning scanner detects the precise 
location of the microprocessor in the transponder and 
provides this information to the controller of the printing 
machine. Using this information, the printing machine 
can index the position of each sleeve so that ail of the 
sleeves are in common registration to produce the de- 
sired image on the substrate that is being printed. In this 
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way, ail of the colors in the image are in proper registra- 
tion from the very first image that is printed on the sub- 
strate by the machine. The improved method thereby 
eliminates the wastage of the substrate that occurs dur- 
5 ing manual registration with conventional sleeves. 
[0025] The present invention will be better understood 
from the accompanying drawing, which is provided by 
way of non-limiting example and in which: 

Figure 1 is a longitudinal side section through a 
printing member according to the invention; 
Figure 2 is a section on the line 2-2 of Figure 1 ; 
Figure 3 is a view similar to Figure 1 , but of a first 
variant of the invention; 

Figure 4 is a view similar to Figure 1 , but of a second 
variant of the invention. 

Figure 5 schematically presents part of one embod- 
iment of the process of the present invention; 
Figure 6A schematically presents another part of an 
embodiment of the process of the present invention; 
Figure 6B schematically presents another part of an 
embodiment of the process of the present invention ; 
Figure 6C schematically presents another part of an 
embodiment of the process of the present invention ; 
Figure 6D shows an elevated perspective view of 
an embodiment of a thin-walled sleeve resulting 
from the process of the present invention; 
Figure 7 presents an embodiment of a printing 
sleeve (with portions cut away and features shown 
in phantom) made in accordance with one embod- 
iment of the process of the present invention; 
Figure 8Ashows a top plan view of one embodiment 
of a transponder component suitable for use in an 
embodiment of the present invention; 
Figure 8B shows a top plan view of another embod- 
iment of a transponder component that is suitable 
for use in an embodiment of the present invention; 
Figure 9 is the cross-sectional view identified in Fig. 
8A by the arrows designated 9-9 and showing in 
chain-dashed line, bending of the transponder com- 
ponent; 

Figure 10 schematically shows components of an- 
other embodiment of a sleeve made in accordance 
with the present invention; and 
Figure 11 schematically shows another embodi- 
ment of an aspect of the present invention. 

[0026] Repeat use of references characters in the 
present specification and drawings is intended to repre- 
sent same or analogous features or elements of the in- 
vention. 

[0027] With reference to Figures 1 and 2, these show 
a printing member defined by a printing cylinder 1 (roller 
or printing sleeve). Said cylinder comprises a body 2 
having a longitudinal through hole 3 enabling the cylin- 
der 1 to be arranged, in the manner known to the expert 
of the art and hence not described, on a known rotary 
support, for example of the radially expandable type, not 
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shown. The body 2 is of single layer type, i.e. it consists 
of a single metal, plastic or composite material (in that 
case, including binding resin). 
[0028] The body 2 presents an outer surface 5 (car- 
rying the print characters or images) distant from an in- 
ner wall 6 (bounding the through hole 3), between which 
there is a thickness 7. Finally the body 2 presents op- 
posing end faces 8 and 9 perpendicular to the surfaces 
5 and 6. 

[0029] In the embodiment of the invention under ex- 
amination, associated with the printing member defined 
by the cylinder 1 there are identification means defined 
by means 1 0 for identifying useful data related to at least 
one characteristic of the cylinder and to a physical value 
of this latter (for example, dimensions, characteristics of 
the constituent material of the cylinder 1 , type of cylin- 
der) or to a previous use of the cylinder (for example, 
the hours of previous use) or to a previous mechanical 
machining operation to which it has been subjected after 
its construction and, for example, after one or more us- 
es. Preferably the data stored in the means 1 0 comprise 
a unique absolute code which, when displayed or trans- 
mitted remotely (by radio frequency), allows access (via 
suitable reading instruments defined hereinafter) to a 
plurality of the aforestated characteristics. One or more 
characteristics of the cylinder 1 are identified via said 
identification means, said means consequently defining 
means for identifying the cylinder. 
[0030] More specifically, the identification means 1 0 
comprise a microprocessor unit or transponder 30 (see 
Fig. 8A and Fig. 8B) which is preferably powered from 
outside the cylinder 1 when the data stored in it are to 
be read. In this case, this power is supplied to the iden- 
tification means 1 0 from outside the cylinder 1 and with- 
out contact with the means themselves. For this pur- 
pose, these latter are preferably of the known radio fre- 
quency identification system type and comprise, as will 
be explained below, the microprocessor unit in which the 
data identifying the cylinder 1 are stored and can also 
be read remotely by a radio frequency reading member 

15 (of known type). 

[0031] This member 15 is connected to a processor 

16 (acting as recording means) by which the read data 
can be displayed (by monitor 1 7) to a user and possibly 
recorded on a suitable support (for example a compact 
disc - CD). The processor 16 can store information rel- 
ative to the characteristics of the printing member or cyl- 
inder 1 and/or relative to dimensional and/or machining 
modifications which the cylinder has undergone. Con- 
sequently, the memory content of the recording means 
16 can be updated by the user according to his own re- 
quirements: for example, by feeding data into it relative 
to the life of the product, grinding and/or wear data or 
any other data considered opportune by the user to fa- 
cilitate the use of the sleeve. 

[0032] In the example under examination, the identi- 
fication means 1 0 are inserted into a seat 1 8 provided 
within the thickness 7 of the body 2 and, in the case of 



Figures 1 and 2, reclosed by a suitable closure element 
13; this latter can be of material of the same type as the 
constituent material of the body 2 or can be of composite 
material (for example glass fibre when the body 2 is of 
5 metal). 

[0033] Figures 3 and 4 show variants of the invention. 
Figure 3 shows a cylinder 1 in which the seat 18 for the 
identification means 10 is provided in proximity to the 
lateral face 9 of the cylinder 1 . The identification means 
10 are hence located within the cylinder 1 . 

[0034] The identification means 1 0 of Figure 3 can al- 
so have the thickness of a label and be positioned di- 
rectly on the face 9. 

[0035] it should be noted that this position of the iden- 

15 tification means 1 0 does not negatively affect the use of 
the printing member, nor can said means be damaged 
by this use because they are positioned on a side of said 
member which is not subjected to impacts or stresses 
during said use. 

20 [0036] In contrast, in Figure 4 the cylinder 1 is a print- 
ing sleeve comprising, in known manner, two layers 1 A 
and 1 B which are torsionally rigid with each other and 
are defined by different materials (for example one layer 
is of glass fibre and relative binder, such as epoxy resin, 

25 while the other 1 B is of polyurethane). In this case the 
identification means 1 0 are directly embedded in the 
polyurethane and are in a position such as to be identi- 
fied on the surface 5 of the cylinder in order to enable 
them to be easily found. 

30 [0037] As will be explained later, the layers of the cyl- 
inder or sleeve 1 can also be more than two or the cyl- 
inder (or sleeve) 1 can be a single layer or multi-layer 
support for a plate-carrying sleeve which is mounted (for 
example by compressed air deformation) on the surface 

35 5 of the cylinder 1 (for example provided with through 
holes between the surfaces 5 and 6 to feed compressed 
air from the hole 3 to the surface 5 and hence mount 
said sleeve on it). 

[0038] By using the microprocessor or chip containing 
a unique code for each cylinder, this code can be insert- 
ed into the body 2 of said cylinder, the code also being 
able to be read remotely via the reader 15. 
[0039] Finally, in a further variant, the identification 
means 1 0 can also be associated with the exterior or 
45 interior of the cylinder 1 (for example on a lateral face 8 
or 9 or in the hole 3 on the wall 6) instead of being in- 
serted into its thickness 7. This variant is also to be con- 
sidered as falling with in the scope of the present docu- 
ment. 

so [0040] In a further variant, the recording means or 
processor 1 6 cooperate with separate specific identifi- 
cation members of the cylinder 1 defined by at least one 
code (alphanumerical, bar or other) associated with an 
outer surface, preferably with a lateral face 8 or 9, of the 

55 body 2. On reading this code (visually or by a suitable 
reader, for.example by an optical reader), it can be fed 
into the processor 16 and act on its memory to insert 
data concerning the cylinder and related to its use. Said 
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memory already contains the cylinder data provided by 
the manufacturer, namely the dimensional, body mate- 
rial and other data. These data can hence be updated 
by the user. 

[0041] More particularly, in the variant under exami- 
nation, each cylinder 1 (roller or sleeve) produced is 
identified by a label for example with a bar code, posi- 
tioned on the face 8 or 9 of the body 2. 
[0042] A unique absolute code corresponding to the 
part serial number is reproduced on the identification 
means. 

[0043] According to the invention as claimed, a file 
carrying all the production and technological character- 
istics of the individual part is provided on a computer 
support, associated with each code (stored in the micro- 
processor unit or carried by the identification means). 
This file can be updated each time the user acquires a 
new sleeve or roller, in order to create a complete data- 
base for the equipment available. 
[0044] When the user uses the equipment, all the 
technical data of the roller or sleeve can be obtained by 
reading the code, updating the production runs and pro- 
duction times and any other information considered nec- 
essary and useful to file; a search can be made through 
the rollers/sleeves on the basis of production runs or 
working times or of any other parameter considered sig- 
nificant. 

[0045] If the user has a radio frequency network sys- 
tem, communication between the reader and the roller/ 
sleeve database can take place in real time, allowing 
direct dialogue between the operator working in the roll- 
er store and the database, with possible identification of 
the cylinder with the desired characteristics being 
sought. If the code is associated with the said micro- 
processor unit, the required cylinder can be very simply 
identified remotely. 

[0046] If the user possesses a standard network sys- 
tem (via cable), the essential data of the sought roller 
(including its position in store) can be memorized in the 
reader, to then precisely identify it by code correspond- 
ence. 

[0047] In both cases the data relative to a cylinder/ 
sleeve can always be updated via a fixed station (proc- 
essor 1 6) which dialogues with the database. 
[0048] The invention provides a printing member of 
the aforesaid type with which useful information for its 
use is always associated, as heretofore described. This 
information is advantageously and preferably updata- 
ble. 

[0049] Reference now will be made in detail to the em- 
bodiments of the invention shown in figures 5 to 11 , one 
or more examples of which are set forth below. Each 
example is provided by way of explanation of the inven- 
tion, not limitation of the invention. In fact, it will be ap- 
parent to those skilled in the art that various modifica- 
tions and variations can be made in the present inven- 
tion without departing from the scope or spirit of the in- 
vention. For instance, features illustrated or described 



as part of one embodiment, can be used on another em- 
bodiment to yield a still further embodiment. Thus, it is 
intended that the present invention cover such modifi- 
cations and variations and their equivalents. 
5 [0050] In general, as stated, the present invention is 
also directed to an improved method of making printing 
sleeves for use in flexographic or gravure printing and 
indirect or offset printing. 

[0051 ] Many printing sleeves are based on the forma- 
te tion of a thin-walled substrate that either stands alone 
as the printing sleeve itself or forms the innermost core 
layer of a multi-layer printing sleeve. Formation of a thin- 
walled printing sleeve 1 , which also can become the in- 
nermost core layer 1 of a multi-layer sleeve, in accord- 
's ance with the present invention now will be described 
with reference initially to Fig. 5. Forthe sake of simplicity, 
the description will refer to the formation of a stand- 
alone thin-walled sleeve 1 such as shown in Fig. 6D. But 
the description is equally applicable to the formation of 
20 an in nermost core layer 1 of a multi-layer sleeve 40 such 
as shown in Fig. 7 unless otherwise indicated. 
[0052] As schematically shown in Fig. 6C, a thin- 
walled sleeve 1 is formed from wound fiberglass tape 
that has been coated with epoxy resin and wound 
25 around a forming mandrel 1 9. 

[0053] In general, any of a variety of materials used 
in forming printing sleeves can be utilized to form the 
thin-walled sleeve 1 that also can become a core layer 
1 . In some embodiments, the thin-walled sleeve (orcore 
30 layer) 1 is formed of an expandable, high rigidity mate- 
rial. Such materials are expandable so that the thin- 
walled sleeve 1 can be repeatedly expanded and con- 
tracted without adverse consequences. Such non-de- 
structive expansion and contraction permits the inner 
35 surface of the sleeve 1 to form an interference fit with 
the outer surface of a rotary support. The degree of per- 
mitted expansion and contraction need not be so large 
as to be detectable by the naked eye. 
[0054] Some examples of compositions that are suit- 
40 able for composing the thin-walled sleeve 1 include, but 
are not limited to, aramid fiber bonded with epoxy resin 
or polyester resin; reinforced polymeric material such as 
hardened glass fiber bonded with epoxy resin or poly- 
ester resin, the latter two also known as fiberglass rein- 
45 forced epoxy resin or fiberglass reinforced polyester; 
DUPONT® MYLAR® or tri-laminate KEVLAR® that 
may optionally be reinforced with a resin, such as epoxy 
resin or polyester resin; carbon-reinforced epoxy resin; 
and the like. 

so [0055] Moreover, the radial thickness of the thin- 
walled sleeve 1 also can vary, depending on the desired 
application. For instance, in some embodiments, the 
thin-walled sleeve 1 can have a thickness between 
about 0.020 to about 0.1 00 inches (0,0508 - 0,254 cm), 
55 with the larger thickness being used for sleeves with 
greater diameters and/or axial length. For example, in 
one particular embodiment, the thin-walled sleeve 1 is 
made from wound fiberglass that is coated with epoxy 
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resin having a thickness of 0.040 inches (0,1016 cm). 
[0056] In accordance with the present invention and 
as schematically shown in Fig. 5, a first run 21 of fiber- 
glass tape 20 that has been coated with epoxy resin 25 
has been helically wound around the length of a cylin- 
drically shaped, rigid forming mandrel 1 9 with each suc- 
cessive wrapping positioned so as to slightly overlap the 
prior adjacent wrapping. The outer surface of the man- 
drel 19 can be shaped as a right cylinder or can be ta- 
pered, depending on the desired shape of the innermost 
surface of the thin-walled sleeve 1 . 
[0057] As schematically shown by the curved arrow 
designated 23 in Fig. 5, the forming mandrel 19 is rotat- 
ed to wind a first layer 21 of fiberglass tape 20 that has 
been passed through a vessel 24 holding a bath of 
epoxy resin 25. During the rotation of the mandrel 19, 
the mandrel is translated back and forth along the axis 
of rotation of the mandrel. This reciprocating axial trans- 
lation of the mandrel 1 9 is schematically indicated in Fig. 
5 by the double-headed arrow designated 26 and results 
in a helical, slightly overlapped winding pattern, with the 
pitch determined by the speed of rotation and the speed 
of translation. 

[0058] A phantom representation of the mandrel 19 
covered by the first layer of resin-imbued fiberglass tape 
21 is shown by the chain-dashed outline toward the left 
of the view shown in Fig. 5. The phantom representation 
illustrates the mandrel 1 9 at one extreme position of the 
mandrel's axial translation. 

[0059] As shown in Fig. 6A, in accordance with the 
process of the present invention, after an initial layer 21 
of fiberglass tape 20 has been wound around the man- 
drel 19, a transponder 30 (defining an identification 
means) is placed on the outer surface of this first layer 

21 that is to form the thin-walled sleeve 1 . Because of 
the tackiness of the epoxy resin, the transponder 30 will 
adhere to this outer surface of the first layer 21 of resin- 
imbued fiberglass tape 20. 

[0060] Then, as shown in Fig. 6C and in accordance 
with the process of the present invention, a second layer 

22 of resin-coated fiberglass tape 20 is wound around 
and covers the first layer of resin-coated fiberglass tape 
and around the transponder 30 that is disposed on top 
of the first layer of res in -coated fiberglass tape. As 
shown in Fig. 6C, the dashed lines schematically indi- 
cate that the transponder 30 is disposed beneath at 
least a second layer 22 of resin-imbued fiberglass tape 
that forms a thin-walled sleeve 1 (and/or the innermost 
core 1 of a sleeve) that is made in accordance with the 
present invention with only two runs of fiberglass tape 
20. Desirably, additional layers of resin-coated fiber- 
glass tape may be added on top of the second run 22 
until the desired thickness of resin-coated fiberglass has 
been attained for the particular application. 

[0061] In accordance with the present invention, the 
thickest portion of the transponder 30 should be less 
than about one millimeter thick, which is measured in 
the radial direction when the transponder 30 is posi- 



tioned on the first run 21 of resin-coated fiberglass. In 
this way, the presence of the transponder 30 between 
the first and second layers of the thin-walled sleeve 1 
does not result in any detectable degradation of the per- 

5 formance of the finished thin-walled sleeve 1 . For ex- 
ample, there is no functionally appreciable degradation 
in the interference fit between the inner surface 6 (Fig. 
6D) of the sleeve 1 and the exterior su rface of the rotary 
support on which the sleeve becomes mounted during 

10 operation of the printing machine. Desirably, the thickest 
portion of the transponder should be less than about one 
half millimeter thick. 

[0062] As used herein and shown in Figs. 8A, 8B and 
9, the transponder 30 is part of what are known as Au- 

*5 tomatic Identification and Data Capture (AIDC) prod- 
ucts. Transponder 30 can include a radio frequency (RF) 
device, which in one exemplary embodiment may cor- 
respond to an RFID transponder (or RFID tag), such as 
a TAG-IT™ HF-I transponder inlay offered for sale by 

20 Texas Instruments of Dallas, Texas. As shown in Figs. 
8A, 8B and 9, the RF device may be made up of at least 
a silicon chip 32 and signaling components for relaying 
RF signals to a remote location. The silicon chip 32 can 
include a memory device, which desirably may be a dig- 

25 ital memory device. The RF device also comprises an 
antenna 34. 

[0063] The RF devices in accordance with the present 
technology may be either active devices, which transmit 
signals directly to a scanner at a remote location , or pas- 

30 sive devices, which reflect or backscatter RF transmis- 
sion from a separate interrogator or reader device. The 
transponder 30 can provide location information to a po- 
sitioning scanner that enables the positioning scanner 
to determine the position of the transponder relative to 

35 the positioning scanner and provide this positioning in- 
formation to a microprocessor or machine controller of 
the printing machine. The RF signals relayed by the RF 
device of transponder 30 may in some embodiments be 
characterized by selected frequency levels in the UHF 

40 band of 300 MHz to 3000 MHz. Such RF signals may 
include a variety of predetermined information, including 
various preprogrammed identification information for a 
sleeve structure, as mentioned below in more detail. 
The RF device also may desirably include an applica- 

45 tion-specific integrated circuit (ASIC) for further custom- 
izing the identification information available to a user. 
[0064] Additional sensor elements, such as those 
suitable for monitoring the temperature, pressure, and 
other conditions within a sleeve, may be integrated with 

50 or coupled to the RF device of the transponder 30 so 
that measurements of a sleeve's physical conditions al- 
so may be included in the RF signals communicated by 
the RF device. 

[0065] As schematically indicated by the double- 
55 headed arrow designated 33a in Fig. 8A, the length of 
a generally rectangular-shaped transponder 30 can be 
about 76 millimeters. As indicated by the double-headed 
arrow designated 33b in Fig. 8A, the width of such a 
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transponder 30 can be on the order of 48 millimeters. 
As indicated by the double-headed arrow designated 
33c in Fig. 8A, the width of the antenna 34 of the trans- 
ponder can be on the order of 45 millimeters. As indi- 
cated by the double-headed arrow designated 33d in 5 
Fig. 8A, the center point of the memory chip 32 of the 
transponder 30 can be positioned about 23.4 millimeters 
from the longer side of the transponder. Similarly, the 
distance of the center point of the memory chip 32 can 
be disposed about 1 7.3 millimeters from the shorterside 
of the transponder 30 depicted in Fig. 8A. This configu- 
ration of the transponder 30 is merely exemplary and 
not intended to be restrictive of the different configura- 
tions that could be used in accordance with the present 
invention. 

[0066] However, in accordance with the present in- 
vention, thetransponder's thickness, which is measured 
in the radial direction when the transponder 30 is posi- 
tioned on the first run 21 of resin-coated fiberglass, 
should be less than about one millimeter and more pref- 
erably less than about one half millimeter. As shown in 
Fig. 9, the thickness of the transponder 30 is not uniform 
throughout the entire transponder. As shown in Fig. 5, 
the thickness of the transponder's memory chip 32 de- 
picted in Fig. 4A is about 0.355 millimeters, and the 
thickness of the antenna 34 is about 0.085 millimeters. 
[0067] The antenna size of this embodiment of the 
transponder 30 depicted in Fig. 8A can be about 45 mil- 
limeters by 76 millimeters. The antenna 34 desirably is 
formed of a conductive material such as aluminum. The 
substrate of the transponder desirably can be formed of 
polyethylenetherephtalate (PET) and thus is flexible to 
a bending radius that desirably is about eighteen (18) 
millimeters. 

[0068] The memory chip 32 desirably can be provided 
with a programmable memory that has 2000 bits organ- 
ized in 64 by 34 bit blocks. The supported standard of 
the transponder 30 can be ISO 15693-2,-3 with a rec- 
ommended operating frequency of 13.56 megahertz. 
[0069] Since the antenna 34 of the transponder 30 
surrounds the memory chip 32, it is not important how 
the antenna 34 is oriented on thesurface of the first layer 
21 of fiberglass tape imbued with resin. 
[0070] The transponder 30 has the ability to receive 
information from the sleeve manufacturer as well as 
from the client that purchases the sleeve to use on the 
printing machine. Users of the sleeve find it desirable to 
write to the transponder 30 such information as how long 
the sleeve has been run and accordingly the number of 
feet with each use, the image that was mounted on the 
sleeve 1 , the roll of the printing machine that the sleeve 
was mounted on, and any other particularities that are 
characteristic of the sleeve that might help the user save 
time in mounting the sleeve on the machine and prepar- 
ing the sleeve forthe printing process. Other information 
that is useful to write to the transponder 30 of the sleeve 
could include the job on which the sleeve was used and 
any problems that were encountered during the last us- 



age of the sleeve. 

[0071] A generally square-shaped transponder 30 is 
depicted schematically in Fig. 8B and is not uniformly 
the same thickness throughout the entire transponder, 
but does not exceed about one half millimeter in thick- 
ness at any point in the transponder. As indicated by the 
double-headed arrow designated 33b in Fig. 8B, the 
width of such a transponder 30 can be on the order of 
48 millimeters, and the length is the same. As indicated 
by the double-headed arrow designated 33c in Fig. 8B, 
the width of the antenna 34 of the transponder can be 
on the order of 45 millimeters. As indicated by the dou- 
ble-headed arrow designated 33d in Fig. 8B, the center 
point of the memory chip 32 of the transponder 30 can 
be positioned about 23.4 millimeters from the side of the 
transponder. Similarly, the distance of the center point 
of the memory chip can be disposed about 17.3 millim- 
eters from the front of the transponder 30 depicted in 
Fig. 8B. The substrate of the square-shaped transpond- 
er desirably can be f ormed of polyethylenetherephtalate 
(PET) and thus is flexible to a bending radius that desir- 
ably is about eighteen (1 8) millimeters. Again, this con- 
figuration is merely exemplary and not intended to be 
restrictive of the different configurations that could be 
used in accordance with the present invention. 
[0072] Subsequent runs of slightly overlapped fiber- 
glass tape coated with epoxy resin are successively 
wound aroundthelength of the mandrel afterthe second 
run 22 until the desired radial thickness of the thin- 
walled sleeve 1 has been attained for further process- 
ing. This desired radial thickness of this precursor stage 
of thethin-walled sleeve 1 will be largerthan the ultimate 
desired radial thickness of the final sleeve 1 or inner- 
most core layer 1 . In the further process of forming this 
thin-walled sleeve 1, heat treatments that subject the 
sleeve to temperatures of about 90° C for about two 
hours are required. Thereafter, the thin-walled sleeve 1 
must be finished by undergoing mechanical grinding 
and polishing. As shown in Fig. 6D, the thin-walled 
sleeve 1 that results from the process of the present in- 
vention will include an RF transponder 30 that will be 
embedded into the final thin-walled sleeve 1 . Moreover, 
the thin-walled sleeve 1 can also be made in a manner 
similar to the printing sleeves in U.S. Patent No. 
4,1 44,81 2 to Julian or 4,903,597 to Hoage, et al. . 
[0073] It has been found that the bending of the trans- 
ponders 30 during manufacture of the sleeve and during 
subsequent use of the sleeve does not adversely affect 
the performance of the transponder. Additionally, the 
heat treatments that must be applied to the sleeve dur- 
ing manufacture of the sleeve also do not degrade the 
performance of the transponder 30 in the final manufac- 
tured sleeve. Moreover, notwithstanding that the thick- 
ness of the transponder 30 varies between different lo- 
cations on the transponder and that the transponder is 
disposed only one very thin layer of fiberglass tape re- 
moved from the inside surface 6 (see Fig. 6D) of the 
sleeve 1 , there is no functionally appreciable degrada- 
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tion in the interference fit between the inner surface of 
the sleeve and the exterior surface of the rotary support 
on which the sleeve becomes mounted during operation 
of the printing machine. 

[0074] As shown in Fig. 7, a thin-walled sleeve 1 such 5 
as shown in Fig, 6D can be used as the innermost core 
layer 1 of a multi-layered sleeve 40 that can have sev- 
eral additional layers 41 , 42, which are schematically in- 
dicated by the dashed lines and are shown partially cut 
away. Though only two additional layers are depicted in 
Fig. 7, more than two additional layers can be used. 
[0075] In a multi-layered sleeve 40 such as shown in 
Fig. 7, the finishing of the innermost core layer 1 such 
as shown in Fig. 6D will prepare the exterior surface 5 
(Fig. 6D) of the innermost core layer 1 for the application 
of one of the subsequent additional layers (such as lay- 
ers 41 , 42 if only two are involved) that will compose the 
final multi-layered sleeve 40. The formation of these ad- 
ditional layers also will typically involve heat treatments 
and mechanical operations of grinding and polishing. 
Such treatments and operations also can subject the 
multi-layer sleeve 40 to various expansions, compres- 
sions and twisting contortions. 
[0076] One or more additional layer(s) can be used to 
add further thickness to the multi-layered sleeve 40 and/ 
or as a cover layer for the sleeve 40. In general, any 
number, size, shape, and/ortype of additional layers can 
be used in the present invention, so long as the resulting 
printing sleeve can be air-mounted onto a printing cyl- 
inder; sleeves which can be used in this invention are 
described in the following US patents: Nos. 5,782,181 ; 
5,735,206; 5,819,657; 6,691,614; and 6,688,226. 
[0077] One such additional layer can be formed from 
a generally rigid, relatively expandable material. As 
used herein, the phrase "rigid" refers to a material hav- 
ing a certain Shore hardness. In some embodiments, 
for example, the additional layer can be made from a 
material having a Shore D hardness of about 20 to about 
85, and in some embodiments, from about 45 to about 
50. In one particular embodiment, for example, the ad- 
ditional layer can contain a polyurethane material hav- 
ing a Shore D hardness between about 45 to about 50. 
One such polyurethane material may be obtained from 
H . B. Fu I ler Austria u nder the tradename I SA- PU R 2330 . 
[0078] Besides being generally rigid, the additional 
layer, as stated above, can also be relatively expanda- 
ble. As used herein, the term "expandable" refers to a 
material that can expand a certain radial distance upon 
the application of air at a certain pressure. For example, 
at air pressures between about 80 to about 90 psi, the 
printing sleeves typically expand in a radial direction be- 
tween about 0.0015 to about 0.0045 inches (0,00381 - 
0,01 1 43 cm), and in some embodiments, between about 
0.0025 to about 0.0035 inches (0,00635 - 0,00889 cm). 
For example, in one embodiment, a printing sleeve hav- 
ing a diameter less than 7 inches (17,78 cm) expands, 
in a radial direction, about 0.0025 inches (0,00635 cm). 
Moreover, in another embodiment, a printing sleeve 



having an inner diameter greater than 7 inches (17,78 
cm) expands, in a radial direction, about 0.0035 inches 
(0,00889 cm). The thickness of this additional layer can 
generally vary. In most embodiments, for example, the 
thickness of this additional layer is between about 0.125 
to about 1.50 inches (0,3175 - 3,81 cm), and in some 
embodiments, between about 0.125 inches (0,31 75 cm) 
to about 1 .00 inches (2,54 cm). 
[0079] Some suitable materials that can be utilized in 
forming other additional outer layers include, but are not 
limited to, aramid fiber bonded with epoxy resin or pol- 
yester resin; reinforced polymeric material such as hard- 
ened glass fiber bonded with epoxy resin or polyester 
resin, the latter two also known as fiberglass reinforced 
epoxy resin or fiberglass reinforced polyester; DU- 
PONT® MYLAR® or tri-laminate KEVLAR®; a poly- 
urethane material (e.g., ISA-PUR 2330 or ISA-PUR 
2340 from H.B. Fuller Austria under the tradename 
ISA-PUR 2330); elastomeric rubber materials; elasto- 
meric polyurethane materials; polyurethane expanded 
foam; open cell polyurethane foam; nickel; copper; car- 
bon-reinforced epoxy resin; and the like. In some em- 
bodiments, a metal outer layer, such as an aluminum 
extruded layer, can also be included. 
[0080] As schematically shown in Fig. 1 0, an alterna- 
tive embodiment of a sleeve 50 made in accordance 
with the present invention can include an elongated pi- 
ezoelectric crystal 51 that acts as a transducer that sup- 
plies an electrical signal to the memory chip of the trans- 
ponder 30 (or identification means). During the manu- 
facturing process, the crystal 51 is laid on the first run 
21 of fiberglass tape 20 along with the transponder 30. 
The crystal 51 is electrically connected to the transpond- 
er 30, which may be provided with an analog-to-digital 
converter and a digital-to-analog converter, either by 
hardware or software. In this way, the transponder 30 
can be used to record for later download and/or transmit 
in real time, pressures and the type of bending stresses 
that the sleeve 50 is undergoing during usage. Such in- 
formation will aid in the diagnosis of any problems with 
the performance of the sleeve 50 during use on the print- 
ing machine. Arrangements like sleeve 50 shown in Fig. 
6 also can be used in prototype test sleeves that are 
built during development of new sleeve products. 
[0081] In accordance with a further aspect of the 
present invention, the transponder in the thin-walled 
sleeve enables an improved method of effecting the de- 
sired registration of the sleeves on a gravure or flexo- 
graphic printing machine for producing multi-color imag- 
es on the substrate that is being printed. As schemati- 
cally shown in Fig. 11, a thin-walled sleeve 1 made in 
accordance with the present invention is mounted on a 
rotary support or mandrel 61 of a printing machine that 
is schematically designated by the numeral 60. The 
sleeve 1 carries a printing plate 45 shown in phantom 
(dashed line) with an image 46 (or character) that is also 
shown in phantom. 

[0082] As schematically shown in Fig. 11, the printing 
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machine 60 is provided with a positioning scanner 62 
that is mounted at the printing station of the mandrel 61 . 
Desirably, a separate positioning scanner 62 will be pro- 
vided at each printing station of the machine 60. As 
schematically shown by the line designated 64, the po- 
sitioning scanner 62 is electronically connected to the 
controller 63 of the printing machine 60. As schemati- 
cally shown by the diverging lines designated 65, the 
positioning scanner 62 detects the precise location of 
the microprocessor chip 32 in the transponder 30 and 
provides this information to the controller 63 of the print- 
ing machine 60. Using this information, the printing ma- 
chine 60 can index the position of each sleeve so that 
all of the sleeves at all of the printing stations of the ma- 
chine are in common registration to produce the desired 
image on the substrate that is being printed. In this way, 
all of the colors in the image (or the characters) are in 
proper registration from the very first image that is print- 
ed on the substrate by the machine. The improved meth- 
od thereby eliminates the wastage of the substrate that 
occurs during manual registration of conventional 
sleeves. 

[0083] As shown in Fig. 7B, after an initial layer 21 of 
fiberglass tape 20 has been wound around the mandrel 
1 9, a label 31 can be placed on the outer surface of this 
first layer 21 that is to form the final thin-walled sleeve 
1 . The label 31 , which desirably is formed of paper that 
carries data expressed in ink markings, also can be cov- 
ered with a second run of fiberglass tape coated with 
epoxy resin. Thus, the label 31 also can be embedded 
within the thin-walled sleeve 1 as the different layers of 
fiberglass tape are wound around the prior layers of fib- 
erglass tape. Indeed, as shown in Fig. 6B, such a label 
31 can be disposed between the same two layers that 
sandwich the transponder 30. Alternatively, such a label 
31 can be disposed between different layers than the 
ones that sandwich the transponder 30. The label 31 
can include a machine-readable barcode or information 
that is readable by the naked human eye and readily 
comprehensible by the human reader, as desired. Such 
label has athickness of less than one millimeter and typ- 
ically is provided with information concerning the ulti- 
mate sleeve that is to be formed. 
[0084] In accordance with the present invention, be- 
cause of the presence of the transponder 30 that can 
receive and store information that can be retrieved sub- 
sequently, the innermost core layer 1 of a multi-layer 
sleeve can be formed before it is known what type of 
sleeve is going to be built, and the label 31 could be 
created with generic information that is not particular to 
any specific customer or type of sleeve or merely pro- 
vided with a trademark. In an alternative case such as 
shown in Fig. 6D, the label 31 can be omitted altogether. 
[0085] The improved method of the present invention 
equally applies to the method of making a sleeve for an 
indirect or offset printing machine and in particular to an 
offset blanket cylinder. As is well known, in an offset ma- 
chine or a lithographic rotary machine with indirect print- 



ing and comprising three main cylinders, a second, sub- 
sidiary cylinder (or blanket cylinder) receives the inked 
data (characters or images) to be printed (i.e., "the im- 
pression") from a first cylinder and transfers the data to 

5 a substrate or web of paper or other material (for exam- 
ple plastic), that is interposed between the blanket cyl- 
inder and a third cylinder or pressing (or printing) cylin- 
der. After transforming the inked data to the substrate, 
the surface of the blanket cylinder passes through a bath 

10 of solvents that wash the residual ink from the surface 
of the blanket cylinder. 

[0086] Although various embodiments of the inven- 
tion have been described using specific terms, devices, 
and methods, such description is for illustrative purpos- 
es es only. The words used are words of description rather 
than of limitation. It is to be understood that changes 
and variations may be made by those of ordinary skill in 
the art without departing from the spirit or scope of the 
present invention, which is set forth in the following 
20 claims. In addition, it should be understood that aspects 
of the various embodiments may be interchanged both 
in whole or in part. Therefore, the spirit and scope of the 
appended claims should not be limited to the description 
of the preferred versions contained therein. 

25 

Claims 

1. A printing member (1) such as a printing cylinder, 
30 for example an at least partly metal cylinder, or a 

sleeve to be mounted on a mandrel rotating about 
its axis, said printing member (1 ) comprising a body 
(2) having a thickness (7) and a through hole (3) 
bounded by an inner surface (6) of said body, said 

35 body (2) being formed as a single layer or with a 
plurality of layers (1 A, 1 B) torsionally rigid with each 
other and defining said thickness (7), the body (2) 
having an outer surface (5) and lateral faces (8, 9), 
characterised by comprising identification means 

40 (10) arranged to cooperate operationally with re- 
cording means (1 6) which are updatable after each 
use of the printing member (1), and are able to store 
data relating to at least one characteristic of said 
member (1) useful for its use. 

45 

2. A printing member as claimed in claim 1, charac- 
terised in that the characteristic stored by the re- 
cording means (16) is at least one of the following: 
at least a characteristic related to a physical value 

50 of the printing member (1), at least a characteristic 
related to a previous use of said member (1), at 
least a characteristic concerning a mechanical ma- 
chining operation to which this latter has been sub- 
jected after its construction, 

55 

3. A printing member as claimed in claim 2, charac- 
terised in that the characteristic related to a phys- 
ical value relates to at least one of the following el- 
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terised in that the scanner is a positioning scanner 
(62) of a printing machine. 

15. A printing member as claimed in claim 10, charac- 
s terised in that the RF device is a passive device 

which reflects or backscatters RF transmission from 
a separate interrogator or reader device. 

16. A printing member as claimed in claim 10, charac- 
10 terised in that the RF device is a RFID transponder 

or RFID tag. 

17. A printing member as claimed in claim 10, charac- 
terised in that the RF device includes an applica- 

15 tion-specific integrated circuit (ASIC) for further 
customizing the identification information available 
to a user. 

18. A printing member as claimed in claim 10, charac- 
20 terised in that the RF device has a thickness less 

than about one millimeter and more preferably less 
than about one half millimeter. 

19. A printing member as claimed in claim 10, charac- 
25 terised in that the RF device comprises additional 

sensor elements, such as those suitable for moni- 
toring the temperature, pressure, and other condi- 
tions within a sleeve. 



ements: dimensions of the printing member (1), 
characteristics of the constituent material thereof, 
wear of said member (1 ) and its type of use, in that 
the characteristic related to a previous use regards 
the hours of this previous use of the printing mem- 
ber, and in that the characteristic concerning a ma- 
chining operation relates to surface machining of 
said member (1). 

4. A printing member as claimed in claim 1 , charac- 
terised in that the identification means (1 0) are in- 
serted into the body (2) of said printing member (1 ). 

5. A printing member as claimed in claim 4, charac- 
terised in that the identification means (10) are in- 
serted into a seat (1 8) provided within the thickness 
(7) of its body (2). 

6. A printing member as claimed in claim 4, charac- 
terised in that the identification means (10) are lo- 
cated between two superimposed layers of the body 
(2) of the printing member (1). 

7. A printing member as claimed in claim 1 , charac- 
terised in that the identification means (1 0) are as- 
sociated with a visible surface of the body (2) of the 
printing member, said visible surface bei ng prefer- 
ably a lateral face (8, 9) of said body. 

8. A printing member as claimed in claim 1 , charac- 
terised in that the identification means (1 0) are as- 
sociated with the inner surface (6) of the body (2) 
of said printing member (1). 

9. A printing member as claimed in claim 1 , charac- 
terised in that the identification means (10) com- 
prise a microprocessor unit. 

10. A printing member as claimed in claim 14, charac- 
terised in that the microprocessor unit is of the ra- 
dio frequency identification system type or RF de- 
vice (30). 

11. A printing member as claimed in claim 10, charac- 
terised in that the RF device (30) comprises at 
least a chip (32) and an antenna (34), the antenna 
(34) surrounding the chip (32). 

12. A printing member as claimed in claim 10, charac- 
terised in that the chip (32) and the antenna are 
supported by a flexible substrate. 

13. A printing member as claimed in claim 10, charac- 
terised in that the RF device is an active device 
and transmits signals to remote detection means, 
said means being at least a scanner (62). 

14. A printing member as claimed in claim 13, charac- 



30 20. A printing member as claimed in claim 15, charac- 
terised in that the RF device cooperates with an 
elengated transductor (51) located along a longitu- 
dinal axis of the printing member. 

35 21. A printing member as claimed in claim 1 , charac- 
terised in that the identification means (10) com- 
prise an identifying label for said member (1 ) which 
is secured to this latter and arranged to uniquely co- 
operate with the updatable recording means (1 6) for 
40 the data relative to said member, said label carrying 
a code, preferably a bar code. 

22. A printing member as claimed in claim 1 , charac- 
terised in that the recording means (16) are an 

45 electronic processor. 

23. A printing member as claimed in claim 1 , charac- 
terised in that its body (2) is at least partly of metal. 

50 24. A printing member as claimed in claim 1 , charac- 
terised in that its body (2) is of composite material 
such as glass fibre, carbon fibre or aramid fibre and 
relative binding material such as epoxy resin. 

55 25. A printing member as claimed in claim 1 , charac- 
terised in that its body (2) is layered and at least 
one layer is of expanded polyurethane, the latter be- 
ing interposed between two layers of composite 
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material. 

26. A method of embedding identification means (10), 
in particular an RF assembly (30) during formation 

of a printing sleeve (1 ), comprising: 5 

a) dipping fiberglass tape (20) in a resin bath 
(25); 

b) starting near a first end of a cylindrical man- 
drel (1 9), winding the dipped tape (20) in a hel- 10 
ical fashion around the cylindrical mandrel (1 9) 

to form a first layer (21 ) of the dipped tape (20) 
covering the mandrel (19) for a first predeter- 
mined length; characterised by the following 
steps: 15 

c) laying the RF transponder (30) on the first 
layer (21) of the dipped tape (20) that covers 
the mandrel (19); 

d) winding the dipped tape (20) in a helical fash- 
ion around the cylindrical mandrel until a sec- 20 
ond layer (22) of the dipped tape (20) covers 
the RF transponder (30) and covers a second 
predetermined length of the first layer (21). 

27. A method as defined in claim 26, further comprising 25 
applying additional layers of the dipped tape (20) to 
form a precursor sleeve and thereafter heat treating 
the precursor sleeve and thereafter finishing the 
precursor sleeve to form a thin-walled sleeve. 

30 

28. A method as defined in claim 27, further comprising 
forming a multi-layer sleeve by applying at least a 
first additional layer to the thin-walled sleeve. 

29. A method as defined in claim 28, further comprising 35 
forming a multi-layer sleeve by applying at least a 
second additional layer to the first additional layer 
that was applied to the thin-walled sleeve. 

30. A method as defined in claim 26, wherein a piezo- 40 
electric crystal (51) is connected electrically to the 
transponder (30) before winding the second layer 
(22) of dipped tape (20). 
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